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WHAT IS CLAIMED IS: 

A speaker grille -inte-gfated foamed thermoplastic resin 
mg for automotive-interior comprising a base portion and a speaker 
grille wherein at l^st the base portion has a foamed layer and the 
foamed layer/m the base portion has a density P of not greater than 0.7 
g/cm^ aij^a an average expansion ratio of the speaker grille is 1 to 1.3 
timejE 

The speaker grille-integrated foamed thermoplastic resin 
olding ^ automotive interior according to claim 1, wherein the 
thermoplastik resin is a thermoplastic resin containing at least 70% by 
weight of polyprtopylene-based resin. 

3. A metn^d for producing a speaker grille-integrated foamed 
thermoplastic resin molding for automotive interior, the method using a 
mold, which can be opened and closed, comprising a pair of a female and 
male mold members, the mold having an opening hole -forming pin for 
forming an opening hole of tnte speaker grille and a slide core that can be 
moved forward and backward inUhe mold opening-and-closing direction, 
the mold having a structure capab^ of causing the female and male 
mold members to form a partial contact state by means of the opening 
hole-forming pin and the slide core and>capable of freely controlling a 
mold cavity clearance defined by the fems^ and male mold members 
while causing the slide core to move so as to\naintain the contact state, 
wherein the process comprises the steps of: 

(a) charging a molten thermoplastic resin contg^ining a foaming 
component into a mold cavity defined by the femalevand male mold 
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\iembers while causing the female and male mold members to form the 
partial contact state by means of the opening hole -forming pin and the 
slideVore; 

(b) forming a solidified layer in a surface of the molten thermoplastic 
resin charged in the mold cavity? 

(c) openingL after the formation of the solidified layer, the mold in the 
molding thickness direction so that the mold cavity clearance becomes 
the thickness ofV final molding while moving the slide core so as to 
maintain the contact state, thereby foaming an unsolidified portion of 
the molten thermoplastic resin charged; and 

(d) cooling a molding\vhile maintaining the mold cavity clearance at 
the thickness of the finamnolding. 

4. The method accbrding to claim 3 characterized by use of a 
mold comprising a female and male mold members wherein the parting 
surface of the female and male\inold members, which is formed in the 
contact state partially formed bj^he female and male mold members by 
means of the opening hole-formin^)in and the slide core, is defied by 
the tip of an opening hole-forming pm installed in one mold member and 
a slide core installed in another mold member. 

5. The method according to claim 3 characterized by use of a 
mold comprising a female and male mold members wherein the parting 
surface of the female and male mold membei^s, which is formed in the 
contact state partially formed by the female and male mold members by 
means of the opening hole-forming pin and the slide core, is defied by 
the tip of an opening hole-forming pin installed inUhe slide core 
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mstalled in one mold member and a slide core installed in another mold 
member. 

\ 6. The method according to claim 3 characterized by use of a 
mold comprising a female and male mold members wherein the parting 
surface of\he female and male mold members, which is formed in the 
contact state\partially formed by the female and male mold members by 
means of the opening hole-forming pin and the slide core, is defied by 
the tip of an opemng hole-forming pin installed in the slide core 
installed in one mold member and the mold cavity surface of another 
mold member, \ 

7. The methock according to claim 3 characterized by use of a 
mold comprising a femalet and male mold members wherein the parting 
surface of the female and nVale mold members, which is formed in the 
contact state partially formed, by the female and male mold members by 
means of the opening hole-forming pin and the slide core, is defied by 
the tip of an opening hole -forming pin installed in one mold member and 
the tip of an opening hole -forming pin installed in the slide core 
installed in another mold member. \ 

8. The method according to claim 3 characterized by use of a 
mold comprising a female and male mold n^embers wherein the parting 
surface of the female and male mold memberV which is formed in the 
contact state partially formed by the female ana. male mold members by 
means of the opening hole-forming pin and the slme core, is defied by 
the tip of an opening hole-forming pin installed in tlie slide core 
installed in one mold member and the tip of an openirig hole-forming pin 
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